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DEMAND 

under Article 3 1 of the Patent Cooperation Treaty: 
The undersigned requests that the international application specified below be the subject of 
international preliminary examination according to the Patent Cooperation Treaty and 
hereby elects all eligible States (except where otherwise indicated). 



chapter n 



Identification of IPEA 


Date of receipt of DEMAND 


Box No. 1 IDENTIFICATION OF THE INTERNATIONAL APPLICATION 


Applicant's or a:ent*s file reference 

TP 1331 


International application No. 

PCT/SE00/01715 


International filing date (day/montft/year) 

06-09-2000 


(Earliest) Priority date (day/montli/year) 

7 September 1999 


Title of invention A method of producing a laminated packaging material, 
and packaging containers produced from the packaging material 


Box No. II APPLICANT(S) 


Name and address: (Family name followed by given name; for a legal entifr. full official designation 
The address must include postal code ana name of couniiy.) 

TETRA LAVAL HOLDINGS & FINANCE S A 
Av . General-Guisan 70 
CH-1009 PULLY 
Switzerland 


Telephone No.: 

41 217292211 


Facsimile No.: 

41 217292759 


Teleprinter No.: 

41 21455811 


State (that is, country) of nationality: 

CH 


State (that is. country) of residence: 

Swit zerla nd 


Name and address: (Family name followed by given name; for a legal entity, fill official designation. T*ue addrex must incline ;cral code and name of county.) 

BERLIN, Mikael 
Fjelievagen 138, 4 van. 
S-227 36 LUND 
Sweden 


State (that is, country) of nationality: 
SE 


State (that is. country) of residence: 

Sweden 


Name and address: (Family name followed by given name; for a legal entity, f.dl official designcton, Vie address must tnchde p^al code and name of county) 

Bentmar, Mats 
Ha stho vsgat an 8 
S-233 37 SVEDALA 
Sweden 


State (that is, country) of nationality: 

SE 


State (that is, country) of residence: 

Sweden 


[ y\ Further applicants are indicated on a continuation sheet. 
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Continuation of Box No. II APPLICANT(S) 



If none of (he following sub-boxes is used, th'ts sheet should not be included in the demand 



Name and address: (Famity mime followed by given mime; for a legal entity, fill official designation. The address must include postal code and nam* of country) 



FLEMMER-KARLSSON , Katarina 
Skytt elinj en 79 
S-226 49 LUND 
Sweden 



State (that is. country) of nationality: 


State (that is, counby) of residence: 


- SE 


Sweden 



Name and address: (Family name followed by given name; for a legal e>ttit)>. fill official designation. The address must include pottal code and name of country.) 



BERTILSSON , Lars 
Heusteigstrasse 75 
D-70180 STUTTGART 
Germany 



State (that is, country) of nationatitv: 


State (that b, country) of residence: 


SE 


Germany 



Name and address: (Family name followed by given name; for a legal entity, fiill official designation. Vie address must ir^hide postal code and name of cottnby.) 



State (that is, country) of nationality: 



Stale (that is, counby) of residence: 



Name and address: (Family name followed by given name; for a legal entity, fill official designation. Vie address must include postal code and none of counby.) 



State (that is, country) of nationality: 
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Box No. Ill AGENT OR COMMON REPRESENTATIVE; OR ADDRESS FOR CORRESPONDENCE 



The following person is [ x [ a S c « l [H| common representative 

and 1 Xl h 3S been appointed earlier and represents the applicanl(s) also for international preliminary examination. 

1 | is hereby appointed and any earlier appointment of (an) agent(s)/common representative is hereby revoked. 

| j is hereby appointed, specifically for the procedure before the International Preliminary Examining Authority, in addition to 
the agent(s)'eonimon representative appointed earlier 



Name and address: (Fumttv name followed by given name: for a legal entity, full official designation 
The address must include postal code and name of country. I 

PERSSON, Eva 

AB TETRA PAK 

Ruben Rausings gata 

S-221 86 LUND 

Sweden 



Telephone No 

046-36 18 25 



Facsimile No 

046-13 79 23 



Teleprinter No.: 

32140 TPLUND S 



□ 



Address for correspondence: Mark this check-box where no agent or common representative is has been appointed and the 
space above is used instead to indicate a special addr ess to which correspondence should be sent. 



Box No. IV BASIS FOR INTERNATIONAL PRELIMINARY EXAMINATION 



Statement concerning amendments:* 

1 . The applicant wishes the international preliminary examination to start on the basis of: 
I Xl the international application as originally filed 

the description | | as originally filed 

1 | as amended under Article 34 

the claims | j as originally filed 

| | as amended under Article 19 (together with any accompanying statement) 
| | as amended under Article 34 

the drawings 1 \ as originally filed 

| | as amended under Article 34 

2. | | The applicant wishes any amendment Lo the claims under Article 19 to be considered as reversed 

3. j | The applicant wishes the start of the international preliminary examination to be postponed until the expiration of 20 months 

from the priority date unless the International Preliminary Examining Authority receives a copy of any amendments made 
under Article 19 or a notice from the applicant that he does not wish to make such amendments (Rule 69. 1(d)) (This check- 
box may be marked only where the time limit under Article 19 has not yet expired ) 

• Where no check-box is marked, international preliminary examination will start on the basis of the international application 
as originally filed or. where a copy of amendments to the claims under Article 19 and/or amendments of the international application 
under Article 34 are received by the International Preliminary Examining Authority before it has begun lodraw up a written opinion 
or the international preliminary examination report, as so amended. 



Language for the purposes of international preliminary examination: .E.n.Q li.S.h 

1 | which is the language in which the international application was filed. 

| | which is the language of a translation furnished for the purposes of international search. 

| | which is the language of publication of the international application. 

[ | which is the language of the translation (lo be) furnished for the purposes of international preliminary examination. 



Box No. V ELECTION OF STATES 



The applicant hcrebv elects all eligible States (that is, afi States which have been designated and which are bound by Chapter II of 
the PCT) 

excluding the following States which the applicant wishes not to elect: 

y 
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Box No. VI CHECK LIST 



The demand is accompanied by the following elements, in the language referred to in 
Box No. IV, for the purposes of international preliminary examination: 



1. translation of international application 

2. amendments under Article 34 

3. copy (or. where required, translation) of 
amendments under Article 19 

4. copy (or, where required, translation) of 
statement under Article 19 

5. letter 

6. other (specify) 



sheets 
sheets 

sheets 

sheets 
sheets 
sheets 



For International Preliminary 
Examining Aulhoritv use onlv 



received 

□ 
□ 

□ 

□ 
□ 
□ 



not received 

□ 
□ 

□ 

□ 
□ 
□ 



The demand is also accompanied by the itcm(s) marked below: 

1. [ X| fee calculation sheet 

2. | j separate signed power of attorney 

3. I | copy of general power of attorney; 
reference number, if any: 



4. | | statement explaining lack of signature 

5. I I nucleotide and c 

computer rcadat 

6. | | other (spe cijy): 



5. I I nucleotide and or amino acid sequence listing in 
computer readable form 



Box No. VII SIGNATURE OF APPLICANT, AGENT OR COMMON REPRESENTATIVE 



Sexl Ui each signature, indicate tixe name of the person signing end Oxe capacity in which the person signs (tf such capacity ts not chvmu from reading the demand). 





Lars-Ake Forsberg 
Corporate Patent Manager 



For International Preliminary Examining Authority use only 



1. Date of actual receipt of DEMAND: 



2. Adjusted date of receipt of demand due 
to CORRECTIONS under Rule 60.1(b): 



□ The date of receipt of the demand is AFTER the expiration of 19 months | — | The applicant has been 
from the priority dale and item 4 or 5, below, docs not apply. I — I informed accordingly. 

□ The date of receipt of the demand is WITHIN the period of 19 months from the priority ditc as extended by virtue of 
Rule 80.5. 



e I — I Although the date of receipt of the demand is after the expiration of 19 months from the priority date, the delay in arrival 
" I — I is EXCUSED pursuant to Rule 82. 



— — — —— — — — — _ For International Bureau use only 
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International 
application No. 



FEE CALCULATION SHEET 
Annex to the Demand for international preliminary examination 

i— For International Preliminary Exarninine Authority use onlv 



PCT/SE00/O1715 



Applicant's or agent's 
file reference 



TP 1331 



Date stamp of the IPEA 



Applicant 



TETRA LAVAL HOLDINGS & FINANCE S A 



Calculation or prescribed fees 



t. Preliminary examination fee 



4.200:-- 



2. Handling fee (Applicants from certain States are 
entitled to a reduction of 75% of the handling fee. 
Wlxere the applicant is (or all applicants are) so en- 
titled, the amount to be entered at H is 25% of the I 



handling fee.) 



3. Total of prescribed fees 

Add the amounts entered at P and H 
and enter total in the TOTAL box 



1.270: — 



H 



5.470:-. 



TOTAL 



authorization to charge deposit 
account with the IPEA (sec below) 



Mode of Payment 

m 

cheque 

postal money order 
bank draft 



□ 
□ 
□ 



Q] cash 

[ " ] revenue stamps 

| | coupons 

| | other (specify): 



Deposit Account Authorization (this mode of payment may not be available at all IPEAs) 

The IPEA/ S E | % | is hereby authorized to charge the total fees indicated above to my deposit account. 

□ (this check-box may be marked only if the conditions for deposit accounts of thi IPEA so pennlu is hereby 
authorized to charge any deficiency or credit any overpayment in the tctal fgrs indira^cd^abovc to 
my deposit account 

3 April 2001 



1346 



Deposit Account Number 




Date (day/month/year) 



/Signature Lars-Ake Forfcberg 
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INTERNATIONAL PRELIMINARY EXAMINATION REPORT 

(PCT Article 36 and Rule 70) 



1 RECC 2 4 nr- 
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1 VVIPO 


PCT 



Applicant's or agent's file reference 
TP 1331 


FOR FURTHER ACTION See Notification °f Transmittal of International 

Preliminary Examination Report (Form PCT/IPEA/416) 


International application No. 
PCT/SE00/01715 


International filing date (day/month/year) 
06.09.2000 


Priority date (day/month/year) 
07.09.1999 


International Patent Classification (IPC) or national classification and IPC7 
B32B 27/18, B32B 31/12, B65D 65/40 


Applicant 

Tetra Laval Holdings 


& Finance S.A. et al 





1 . This international preliminary examination report has been prepared by this International Preliminary Examining 
Authority and is transmitted to the applicant according to Article 36. 



2. This REPORT consists of a total of 



sheets, including this cover sheet. 



I I This report is also accompanied by ANNEXES, i.e., sheets of the description, claims and/or drawings which have 

' ' been amended and are the basis for this report and/or sheets containing rectifications made before this Authority 

(see Rule 70.16 and Section 607 of the Administrative Instructions under the PCT). 

These annexes consist of a total of sheets. 



3. This report contains indications relating to the following items: 
Basis of the report 



I 




II 


□ 


III 


□ 


IV 


□ 


V 


la 


VI 


□ 


VII 


□ 


VIII 


□ 



Reasoned statement under Article 35(2) with regard to novelty, inventive step or industrial applicability; 
citations and explanations supporting such statement 

Certain documents cited 



Date of submission of the demand 
04 . 04 .2001 


Date of completion of this report 
19.09.2001 


Name and mailing address of the IPEA/SE 
Patent- och regi st re rings verket Telex 
Box 5055 17978 
S-102 42 STOCKHOLM PATOREG-S 

Facsimile No. 08-667 72 88 


Authorized officer 

Barbro Nilsson/Els 

Telephone No. 08-782 25 00 



Form PCT/IPEA/409 (cover sheet) (January 1998) 



INTERNATIONAL PRE 



# 



ARY EXAMINATION REPORT 



ational application No. 
/SE00/01715 



I. Basis of the report 



With regard to the elements of the international application:* 
[^| the international application as originally filed 

I I the description: 

pages 

pages 

pages 



, as originally filed 



filed with the demand 



n 



, filed with the letter of 



the claims: 

pages 

pages 

pages 



, as originally filed 

, as amended (together with any statement) under article 19 

, filed with the demand 



, filed with the letter of 



I 1 the drawings: 

pages 

pages 

pages 



, as originally filed 
, filed with the demand 



, filed with the letter of 



I 1 the sequence listing part of the description: 

pages 

pages 

pages 



, as originally filed 
, filed with the demand 



, filed with the letter of 



2. With regard to the language, all the elements marked above were available or furnished to this Authority in the language in which 
the international application was filed, unless otherwise indicated under this item. 

These elements were available or furnished to this Authority in the following language which is: 

|"J the language of a translation furnished for the purposes of international search (under Rule 23. 1 (b)). 
j | the language of publication of the international application (under Rule 48.3(b)). 

I I the language of the translation furnished for the purposes of international preliminary examination (under Rules 55.2 and/ 
1 1 or 55.3). 

3. With regard to any nucleotide and/or amino acid sequence disclosed in the international application, the international 
preliminary examination was carried out on the basis of the sequence listing: 

| | contained in the international application in written form. 

f | filed together with the international application in computer readable form. 

|~ | furnished subsequently to this Authority in written form. 

j ] furnished subsequently to this Authority in computer readable form. 

r "1 The statement that the subsequently furnished written sequence listing does not go beyond the disclosure in the 
' ' international aoDlication as filed has been furnished. 

□ The statement that the information recorded in computer readable form is identical to the written sequence listing has 
been furnished. 

4. ["] The amendments have resulted in the cancellation of: 

| | the description, pages 
| 1 the claims, Nos. 

| 1 the drawings, sheet/fig 



This report has been established as if (some of) the amendments had not been made, since they have been considered to go 
beyond the disclosure as filed, as indicated in the Supplemental Box (Rule 70.2 (c)).** 



* Replacement sheets which have been furnished to the receiving Office in response to an invitation under Article 14 are referred to 
in this report as "originally filed " and are annexed to this report since they do not contain amendments (Rules 70. 16 
and 70 A 7). 

** Any replacement sheet containing such amendments must be referred to under item I and annexed to this report. 
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V. Reasoned statement under Article 35(2) with regard to novelty, inventive step or industrial applicability; 
citations and explanations supporting such statement 



Statement 

Novelty (N) Claims 1-26 YES 

Claims NO 



Inventive step (IS) Claims 1-26 YES 

Claims NO 



Industrial applicability (I A) Claims i -26 YES 

Claims NO 



2. Citations and explanations (Rule 70.7) 

Cited documents : 



1. 


US 


5766751 A (Kozo Kotani et al) 






2. 


WO 


9901504 Al (Frisk Peter) 






3 . 


WO 


9713639 Al (Tetra Laval 


Holdings 


& Finans 




S.A 


.) 






4 . 


WO 


9809812 Al (Tetra Laval 


Holdings 


& Finans 




S.A 


.) 







The documents cited in the International Search Report 
represent background art. 

The invention defined in claims 1-26 is not disclosed by any 
of these documents. 



None of the cited documents gives any indication towards the 
claimed method of producing a laminated packaging material, 
the produced laminated material or the claimed packaging 
container. No relevant combination of the cited documents 
would lead a person skilled in the art to the invention 
defined in the claims. 

Therefore, the invention defined in claims 1-26 is novel and 
is considered to involve an inventive step. It is also 
considered to be industrially applicable. 
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pjJ^NT COOPERATION TREAT 

PCT 

INTERNATIONAL SEARCH REPORT 

(PCT Article 18 arid Rules 43 and 44) 



Applicant's or agent's file reference 

TP 1331 


FOR FURTHER see Notification of Transmittal of International Search Report 
ACTION (Form PCT/ISA/220) as well as, where applicable, item 5 below. 


International application No. 

PCT/SE 00/01715 


International filing date (day /monthly ear) (Earliest) Priority Date (dayfmonth/year) 

6 Sept 2000 7 Sept 1999 


Applicant 

Tetra Laval Holdings & Finance S. A. et al , — _ _ 



i JUS lniemauonai scaruii icpun ima uccn pic^oitu ^jr uug iwiw. 4 u UUll u. 0 . v 

applicant according to Article 18. A copy is being transmitted to the International Bureau. 

This international search report consists of a total of 7 sheets. 

f"~^| It is also accompanied by a copy of each prior art document cited in this report. 



Basis of the report 

a. With regard to the language, the international search was carried out on the basis of the international application 
in the language in which it was filed, unless otherwise indicated under this item. 

the international search was carried out on the basis of a translation of the international application furnished 



to this Authority (Rule 23.1(b)). 



2. 
3. 
4. 



□ 

b. With regard to any nucleotide and/or amino acid sequence disclosed in the international application, the 
international search was carried out on the basis of the sequence listing: 

j | contained in the international application in written form. 

| | filed together with the international application in computer readable form. 

| | furnished subsequently to this Authority in written form. 

| | furnished subsequently to this Authority in computer readable form. 

□ the statement that the subsequently furnished written sequence listing does not go beyond the disclosure in 
the international application as filed has been furnished. 

□ the statement that the information recorded in computer readable form is identical to the written sequence 
listing has been furnished. 

| | Certain claims were found unsearchable (See Box I). 

[ | Unity of invention is lacking (See Box II). 

With regard to the title, 

| x [ the text is approved as submitted by the applicant. 

| [ the text has been established by this Authority to read as follows: 



5. With regard to the abstract, 

| x | the text is approved as submitted by the applicant. 

□ the text has been established, according to Rule 38.2(b), by this Authority as it appears in Box III. The 
applicant may, within one month from the date of mailing of this international search report, submit 
comments to this Authority. 

6. The figure of the drawings to be published with the abstract is Figure No. 3 

[7] as suggested by the applicant. □ None of the figures. 

| [ because the applicant failed to suggest a figure. 

| | because this figure better characterizes the invention. 
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A. CLASSIFICATION OF SUBJECT MATTER 



IPC7: B32B 27/18, B32B 31/12. B65D 65/40 • 

According to International Patent Cla ssification (IPC) or to both national classification 
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B. FIELDS SEARCHED 



Minimum documentation searched (classification system followed by classification symbols) 

IPC7: B32B, B65D 



Documentation searched other than minimum documentation to the extent that such documents are included in the fields searched 

SE,DK,FI,N0 classes as above 



Electronic data base consulted during the international search (name of data base and, where practicable, search terms used) 



C. DOCUMENTS CONSIDERED TO BE RELEVANT 
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Citation of document, with indication, where appropriate, of the relevant passages 



Relevant to claim No. 



US 5766751 A (KOZO KOTANI ET AL), 16 June 1998 
(16.06.98), column 15, abstract 
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(14.01.99), page 5 and figure 1; page 10, line 9 
line 19, and figure 3A; abstract 



WO 9713639 Al (TETRA LAVAL HOLDINGS & FINANCE 
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abstract 



WO 9809812 Al (TETRA LAVAL HOLDINGS & FINANCE 
S.A.), 12 March 1998 (12.03.98), abstract 
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1-26 
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[ | Further documents are listed in the continuation of Box C. [jx] See patent family annex. 
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"O" document referring to an oral disclosure, use, exhibition or other 
means 

*P* document published prior to the international filing date but later than 
the priority date claimed 



"T" later document published after the international filing date or priority 
date and not in conflict with the application but cited to understand 
the principle or theory underlying the invention 

*X" document of particular relevance: the claimed invention cannot be 
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" Y* document of particular relevance: the claimed invention cannot be 
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being obvious to a person skilled in the art 

*&" document member of the same patent family 
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A METHOD OF PRODUCING A LAMINATED PACKAGING MATERIAL, 
AND PACKAGING CONTAINERS PRODUCED FROM THE PACKAGING 
MATERIAL 

5 TECHNICAL FIELD 

The present invention relates to a method of producing a laminated 
packaging material comprising a core layer of paper or paperboard and a 
barrier layer applied on one side of the core layer. 

The present invention also relates to a laminated packaging material 
10 produced according to the method, as well as to packaging containers which 
are produced from the laminated packaging material. Particularly 
advantageous packaging laminates in which polyvinyl alcohol or starch in 
combination with nanoparticles is used as a barrier layer material are 
provided. 

15 

BACKGROUND ART 

It is well-known in the packaging industry to employ laminated 
packaging material of a single-use nature for packing and transporting liquid 
foods. Normally, such laminated packaging materials are built up from a 

20 configurationally rigid but foldable core layer consisting of, for example, 
paper or paperboard in order to achieve good mechanical configurational 
stability. Liquid-tight coatings of plastic are applied on both sides of the core 
layer and effectively protect the core layer of liquid-absorbing fibre from 
penetration by moisture. These outer layers normally consist of a 

25 thermoplastic, preferably polyethylene, which moreover impart to the 
packaging material superior thermosealing properties, whereby the 
packaging material may be converted into finished packages with the 
desired geometric configuration. 

However, laminated packaging material consisting solely of paper or 

30 paperboard and liquid-tight plastic lacks tightness properties vis-a-vis gases, 
in particular oxygen gas. This is a major drawback in the packing of many 
foods whose shelf-life deteriorates dramatically when in contact with oxygen 
gas, such as for example fruitjuices. In order to supplement the packaging 
material with a barrier against gases, especially oxygen gas, it is known in 

35 the art to apply a layer possessing superior oxygen gas tightness properties, 
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for example aluminium foil or polyvinyl alcohol, on that side of the core layer 
which is intended to face in towards the inside of the package. 

In comparison with aluminium foil, polyvinyl alcohol enjoys many 
desirable properties, with the result that it is preferred as barrier material in 
5 many contexts. Among these, mention might be made of the polyvinyl 
alcohol's superior strength properties, compatibility with foods and economic 
value, together with its excellent oxygen gas barrier properties. Moreover, it 
has been considered to be expedient, in certain cases from the point of view 
the environment and recycling, to replace aluminium foil as the gas barrier 

10 material in food packages. 

Like many other conceivable barrier or adhesive polymers such as, 
for example, ethylene vinyl alcohol, starch, starch derivate, carboxy methyl 
cellulose and other cellulose derivates or mixtures thereof, polyvinyl alcohol 
is suitably applied by means of a coating process, i.e. in the form of a 

15 dispersion or aqueous solution which, on application, is spread out to a thin, 
uniform layer on the substrate and thereafter dried. We have found that one 
drawback in this process however is that an aqueous polymer dispersion or 
polymer solution of, for example, polyvinyl alcohol with an addition of EAA 
which is applied on a core layer of paper or paperboard penetrates into the 

20 liquid-absorbing fibres of the core layer. In connection with the removal of 
water for drying and possibly for curing the applied barrier layer, the core 
layer is also subjected to elevated temperatures for drying, and as a result 
the risk of undesirable crack formation in the paperboard or paper layer, 
respectively, increases as a result of the moisture content which is difficult to 

25 adjust, and the drying which takes place in this layer. 

Swedish Patent No. 440519 proposed including a thickening agent 
such as alginate to reduce penetration of water into the board. The use of 
PVOH as a barrier material applied over a polymer layer preventing crack 
formation and smoothing the board surface was disclosed in W097/13539. 

30 One drawback is that the polyvinyl alcohol is moisture sensitive and 

rapidly loses its barrier properties when it is exposed to a damp 
environment. This inconvenience was previously obviated according to 
W097/22536 by combining the polyvinyl alcohol with one or more per se 
known food-approved polymers, for example ethylene acrylic acid copolymer 

35 (EAA) or styrene butadiene copolymer. These advantageously form, in 
combination with polyvinyl alcohol, a coherent, well-integrated layer 
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possessing superior gas barrier properties, in particular oxygen gas barrier 
properties, at the same time as the desired superior gas barrier properties of 
the polyvinyl alcohol are retained even in a damp environment. 

W097/22536 disclosed that polyvinylalcohol mixed with EAA- 

5 ethylene copolymer or the like material could be dispersion coated onto a 
paperboard previously coated with a polymer and thereafter could be dried 
and cured at temperatures of up to 170 °C to form a laminated packaging 
material with a very good barrier property. 

Without being restricted to any particular theory, it is suggested that 

10 the improved oxygen and water barrier properties results from an 
esterification reaction between the PVOH and the EAA at the increased 
curing temperature, whereby the PVOH is crosslinked by hydrophobic EAA 
polymer chains, which thereby are built into the structure of the PVOH. 

Another drawback in the employment of, for example, polyvinyl 

15 alcohol as barrier layer instead of aluminium foil is that, on storage of light- 
sensitive foods, it is necessary in many cases also to incorporate into the 
packaging material a light barrier of some type. Granted, a core layer of 
paper or paperboard does not (to the naked eye) allow the passage of any 
light, but light in invisible wavelength ranges nevertheless penetrates 

20 through from the outside of a packaging container to the packed food 
product and may have a negative effect on it from the point of view of shelf- 
life. The employment of aluminium foil in the packaging material enjoys that 
advantage that the aluminium foil in itself constitutes a good barrier against 
both gases and against light. On the other hand, polyvinyl alcohol is as good 

25 as completely transparent even in mixtures with a hydrophobic polymer such 
as ethylene acrylic acid copolymer or styrene butadiene copolymer. The 
admixture of conventional light barriers, such as carbon black and titanium 
dioxide into any of the plastic layers included in the laminated packaging 
material according to W097/22536 is per se possible, but would entail an 

30 aesthetically unattractive appearance in the package. 

Yet a further drawback inherent in the laminated packaging material 
including barrier layers of, for example, polyvinyl alcohol possibly together 
with another polymer is that this packaging material cannot be produced 
employing the same production equipment as in the production of packaging 

35 material using aluminium foil as the barrier layer, which involves capital 
investment costs for new production equipment. 
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As indicated above, PVOH has environmental benefits as a barrier 
material. In addition to such synthetic materials, the possibility of using 
natural and biodegradable polymers (biopolymers) such as starch and 
starch derivatives, as gas barrier materials has been investigated. 
5 It is previously known that starch possesses some gas barrier 

properties when employed in relatively thick layers, such as in films having a 
thickness of about 20 to 30 j.im. Such thick layers of starch material are not 
suitable for use in packaging laminates however, since they become brittle 
and are prone to cracking and breaking upon handling, for example in the 

10 lamination process and when fold forming of the laminate into packages. 
Besides not being flexible in handling at manufacturing and distribution, 
laminates including such thick layers of starch may also absorb moisture 
and cause delamination between the starch layer and its adjacent layers. 

From W097/16312 it is known that very thin layers of starch applied 

15 on to a core layer may provide some gas barrier properties, at least when 
employed together with an adjacent layer of plastics, which has been united 
with starch barrier layer by extrusion coating of the plastics material. Two 
very thin layers of starch, applied in a quantity of 0.5 and 1 g/m 2 
respectively, dry weight, on to opposite sides of a core layer of paperboard 

20 and each extrusion coated with a layer of plastics, provided an oxygen gas 
barrier of 289 cm 3 /m 2 , per 24 h at 1 atm. Similarly, two layers of starch, 
applied in a quantity of 1 and 1 .5 g/m 2 respectively, provided an oxygen gas 
barrier of 141 cnrvVm 2 , per 24 h at 1 atm. The results obtained were thus, 
comparable with the gas barrier properties of, for example, a 12 urn thick 

25 film of oriented PET, thus representing a "medium performance barrier" 
material. 

The packaging laminate W097/16312 is, however, merely a medium 
performance gas barrier material. This means that it may only be used for 
packaging of liquid food products during short time periods of cool storage. 

30 It is not hitherto known in the prior art to produce packaging laminates 
having high performance gas barrier properties from starch ot starch 
derivative barrier materials. It would be much more desirable to be able to 
provide packaging material having sufficient gas barrier properties for long 
time storage of liquid food products, i.e. for extended shelf life (ESL) at cool 

35 storage or even for aseptic storage. Such desirable high performance 
oxygen gas barrier properties are in the order of about 50 cm 3 /m 2 at 24 h, 1 
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atm (23 °C, 50% RH) or better, e.g. up to 30 cm 3 /m 2 at 24 h, 1 atm, i.e. 
oxygen gas barrier properties comparable to those of, for example, PVOH, 
EVOH (ethylene vinyl alcohol copolymer) or polyamides (PA) when 
employed at a thickness of the order of about 5jam. 
5 FR-A-2684922 discloses coating a polymer film such as polyester 

with a dispersion of amylose starch containing surfactant and drying the 
starch at a temperature of up to 180 °C. Good gas barrier properties are 
obtained at coating levels of for instance 0.7 g(dry)/m2. However, there is no 
indication that similar properties might be obtainable in a laminated 

10 packaging material having a paper or paperboard core. 

However, although the above gas barrier polymer materials are 
capable of providing good gas barrier properties in a packaging laminate 
they are still oxygen-permeable to some degree, while a metal or glass 
material to be used in canning or bottling has an oxygen permeability of 

15 substantially zero. In order to improve the gas barrier properties still further, 
the polymer gas barrier material may be mixed with an inorganic laminar 
compound. Such a gas barrier resin composition is for example described in 
EP-A-590263, wherein excellent high level gas and moisture barrier 
properties are obtained. EP-A-590263 discloses a process for producing a 

20 gas barrier resin composition or its moulded article including a film, the 
composition comprising a resin and an inorganic laminar compound having 
a particle size of 5 having a particle size of 5 m or less and an aspect ratio 
of 50 to 5000, the process comprising dispersing the inorganic laminar 
compound in a resin or resin solution in the state that the inorganic laminar 

25 compound is swollen or cloven with a solvent/dispersant and removing the 
solvent from the dispersion, if necessary in the form of a film, while keeping 
the laminar compound in the swollen state. 



30 OBJECTS OF THE INVENTION 

We have now found that a laminated packaging material possessing 
excellent barrier properties, in particular against gases, may be produced 
using a method which lends itself to being carried out using conventional 
production equipment of the type employed in the production of packaging 
35 materials with aluminium foil as the barrier layer. 
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We have also now established that it is possible in a paperboard 
packaging laminate for liquid food packaging to obtain excellent high 
performance oxygen barrier properties from the use of a gas barrier 
composition comprising a dispersible or soluble polymer and an inorganic 
5 laminar compound. 

Furthermore, by avoiding coating the liquid gas barrier composition 
onto the core layer in connection with the lamination of the packaging 
material, we have eliminated the risk of excessive water absorption into the 
core layer and consequential crack formation when drying the coated core 

10 layer of paper or paperboard. 

According to a first aspect of the invention, there is now provided a 
method of producing a laminated packaging material comprising a core layer 
of paper or paperboard and a barrier layer applied on one side of the core 
layer, characterised in that a liquid gas barrier resin composition including a 

15 dispersion or solution of a polymer and an inorganic laminar compound is 
applied as a barrier layer on at least one side of a carrier layer and is dried 
during heating for driving off the dispersant or solvent, whereafter the carrier 
layer with the applied, dried barrier layer is combined and permanently 
united with one side of the core layer. 

20 Preferably, the inorganic laminar compound or so-called nanoparticle 

compound is dispersed to an exfoliated state, i.e. the lamellae of the layered 
inorganic compound are separated from each other by means of a liquid 
medium. Thus the layered compound preferably may be swollen or cloven 
by the polymer dispersion or solution, which at dispersion has penetrated 

25 the layered structure of the inorganic material. It may also be swollen by a 
solvent before added to the polymer solution or polymer dispersion. Thus, 
the inorganic laminar compound is dispersed to a delaminated state in the 
liquid gas barrier composition and in the dried barrier layer. 

The term clay minerals includes minerals of the kaolinite, antigorite, 

30 smectite, vermiculite or mica type, respectively. Specifically, laponite, 
kaolinite, dickite, nacrite, halloysite, antigorite, chrysotile, pyrophyllite, 
montmorillonite, hectorite, sodium tetrasilicic mica, sodium taeniolite, 
commonmica, margarite, vermiculite, phlogopite, xanthophyllite and the like 
may be mentioned as suitable clay minerals. 
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The inorganic laminar compound or clay mineral preferably has an 
aspect ratio of 50-5000 and a particle size of up to about 5 um in the 
exfoliated state. 

Preferably, the barrier layer is applied by means of liquid film coating 
5 with an aqueous composition of a dispersion or solution of a barrier polymer 
further including the inorganic laminar compound. For example PVOH, or 
PVOH and EAA, may be applied in the state of an aqueous solution in 
mixture with an inorganic laminar compound, whilst starch may be applied in 
an aqueous partially dispersed and/or dissolved state in mixture with the 

10 inorganic laminar compound. 

Preferably, the barrier layer includes from about 1 to about 40 weight 
%, more preferably from about 1 to about 30 weight % and most preferably 
from about 5 to about 20 weight %, of the inorganic laminar compound 
based on dry coating weight. If the amount is too low, the gas barrier 

15 properties of the coated and dried barrier layer will not be markedly 
improved compared to when no inorganic laminar compound is used. If the 
amount is too high, the liquid composition will become more difficult to apply 
as a coating and more difficult to handle in storage tanks and conduits of the 
applicator system. 

20 Preferably, the barrier layer includes from about 99 to about 60 

weight %, more preferably from about 99 to about 70 weight % and most 

preferably from about 95 to about 80 weight % of the polymer based on the 

dry coating weight. 

An additive, such as a dispersion stabiliser or the like, may be 
25 included in the gas barrier composition, preferably in an amount of not more 

than about 1 weight % based on the dry coating. 

The barrier layer is preferably applied on the carrier layer in an 

amount, depending on the kind of polymer, of approximately 0,5 to 20 g/m2, 

more preferably approximately 1-10 g/m2, based on dry weight. If the coated 
30 amount is too low, the gas barrier properties may be inferior, while if the 

amount is too high, there is a risk for an inflexible barrier layer and crack 

formation therein. 

The polymer preferably is a high hydrogen-bonding polymer having 

hydrogen-bonding groups or ionic groups to an extent of 20 weight % and 
35 above of the polymer molecule. More preferably, the polymer has functional 

hydroxy! groups and may for instance be selected from among polyvinyl 
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alcohol (PVOH), ethylene vinyl alcohol (EVOH), polysaccharides such as 
starch, starch derivatives, carboxyl methyl cellulose and other cellulose 
derivatives, or a mixture of two or more thereof. Also polymers having 
nitrogen-containing groups may be employed. Most preferably, the polymer 
5 is a polymer having gas barrier properties itself, specifically polyvinylalcohol, 
starch or a starch derivative. 

Said aqueous polymer dispersion or polymer solution applied as 
barrier layer may be dried and optionally cured at a web surface 
temperature of approximately 80 to 200 °C. For non-curing materials it is 
10 preferred to operate at a temperature of approximately 80 to 130 °C. 

Most preferably, materials including PVOH and inorganic laminar 
compound are preferably first dried at web temperatures from 80 to 160 °C 
(preferably 140 to 160 °C) in a first step and are cured at web temperatures 
from 170 to 230 °C in a second stage resulting in an improved gas barrier at 
15 80 % RH. Optionally, the carrier and barrier material may be cooled 
between the two steps. 

A polymer with functional carboxylic acid groups may also be 
included. This may react with the polymer with functional hydroxy groups 
during the drying/curing process. 
20 Suitably, the polymer with functional carboxylic acid groups is 

selected from among ethylene acrylic copolymer and ethylene methacrylic 
acid copolymers or mixtures thereof. 

One particularly preferred barrier layer mixture is of polyvinyl alcohol, 
ethylene acrylic acid copolymer (EAA) and an inorganic laminar compound. 
25 The EAA copolymer is preferably included in the barrier layer in an amount 
of about 1-20 weight %, based on dry coating weight. 

Another particularly preferred barrier layer mixture is of starch or 
starch derivative and an inorganic laminar compound. 

Optionally, the barrier layer is first dried and is then heated to a 
30 higher temperature so that the dried barrier layer is cured at a temperature 
of up to 230 °C, preferably approximately about 170 °C. The high 
temperature curing may be of short duration, such as corresponding to web 
speeds normally used in the packaging laminate production. 

The carrier layer may consist of paper or plastics or plastics coated 
35 paper and preferred materials are described below. When paper is 
employed it is preferably thin. In one option the carrier layer preferably 
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consists of paper with a grammage of approximately 5-35 g/m 2 , e.g. 7-25 
g/m 2 , more preferably approx. 1 0-20 g/m 2 . 

The carrier layer bearing the barrier material and the core layer may 
be assembled together in various ways. 
5 The carrier layer bearing at least one said barrier layer may be 

combined and united with the core layer by extrusion of a layer of 
thermoplastics therebetween. 

Where said carrier layer bears a said barrier layer on one side 
thereof it therefore may be combined with the core layer by extrusion of a 
10 layer of thermoplastics between the carrier layer and the core layer. 

An outer layer of thermoplastics, preferably polyethylene, is then 
applied on the barrier layer by means of extrusion. 

When the carrier layer bears a said barrier layer on one or both sides 
it may be combined with the core layer by extrusion of a layer of 
15 thermoplastics between the core layer and a said barrier layer. 

If said carrier layer bears a said barrier layer on both sides thereof, a 
layer of thermoplastics may then be applied to the outer layer of barrier 
material by extrusion. 

The layer of plastics applied between the core layer and the carrier 
20 layer or a said barrier layer may include a substance functioning as light 
barrier. This is especially preferred when the carrier layer is of paper or 
other visually non-transparent material. 

We have also established that it is possible in a packaging laminate 
to obtain high performance oxygen barrier properties from the use of a gas 
25 barrier composition comprising a dispersion of starch and similar materials 
and an inorganic laminar compound. 

A gas barrier layer including starch and inorganic laminar compound 
is preferably applied at a dry coating weight of from 0.5 to 5 gm-2, more 
preferably 0.5 to 3 gm-2, e.g. from 1.5 to 2 gm-2. 
30 It is acceptable to include minor amounts of other polymeric materials 

which do not interfere with the desired properties of the composition of 
starch and inorganic laminar compound. For instance the gas barrier layer 
may further comprise a minor amount of water soluble or water dispersible 
polymers having functional hydroxy! groups, e.g. polyvinyl alcohol, and 
35 carboxyl group containing polyolefins such as ethylene acrylic acid, or a 
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mixture thereof. The amount of such materials may be from 0 to 30%, e.g. 0 
to 20% or 0 to 1 0% by weight. 

Preferably, packaging laminates including starch in the barrier layer 
comprises a layer of plastics polymer, preferably a thermoplastics, e.g. 
5 polyethylene, laminated directly with the said gas barrier layer. Most 
preferably, said polymer is LDPE. Other thermoplastics that may be 
employed include all other kinds of polyethylene (including LLDPE, ULDPE, 
VLDPE, M-PE and HDPE), polyproplylene, and polyethyleneterephthalate. 

We have observed that when polyethylene is applied to a layer based 

10 on starch at a high temperature, e.g. over 200°C, the gas barrier properties 
are improved and that under appropriate conditions can be made to reach or 
move further into a high performance level. According to the invention, the 
preferred method of obtaining optimal properties is to apply the barrier 
composition based on starch or starch derivative not to a thick core layer as 

15 in W097/16312 but to a separate carrier. Suitably then, the gas barrier layer 
is carried by a carrier layer of paper or plastics. 

When paper is employed it is preferably thin, e.g. said carrier layer 
may be of paper having a surface weight of from 5 to 35 g/m 2 , preferably 
from 10 to 25 g/m 2 . The paper may also be coated beforehand with a layer 

20 of plastics. 

After application of the liquid composition of starch and inorganic 
laminar compound, the carrier may be combined with a thicker core material 
so that the packaging laminate comprises a core layer having said carrier 
layer on one surface side thereof. There may be one or more layers 

25 including a heat sealing layer on the other surface side of said core layer. 
The surface of the carrier layer to which the starch or starch 
derivative composition is applied is preferably substantially impervious to 
said liquid vehicle. 

The degree to which the surface is impervious may be measured by 

30 measuring surface adsorption, e.g. in Cobb units. ("Cobb" = g(water)/m2 
adsorbed on to the surface in 60 seconds exposure to liquid water). 
Adsorption of other liquids could be measured in an analogous method. The 
method of measuring Cobb adsorption is defined in SCAN P 12-64 and in 
TAPPI T441. The surface adsorption of plastics is generally about 1 Cobb, 

35 whilst a smooth paper surface will generally have an adsorption of about 20 
to 30 Cobb. Suitably, for use in the invention the substrate surface should 
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have an adsorption of 50 Cobb or less, preferably an adsorption of 30 Cobb 
or less, more preferably an adsorption of less than 20 Cobb or most 
preferably an adsorption of 10 Cobb or less, e.g. less than 5 Cobb. 

Preferably, the surface of the carrier layer to which the composition of 
5 polymer and inorganic laminar compound is applied has a smoothness of 
200 Bendtsen or better. The method of measuring Bendtsen smoothness is 
defined in SCAN (Scandinavian Pulp and Paper Norms) P21-67 and in 
TAPPI UM535. 

Where the substrate is plastics or has a plastics surface, such 

10 desired smoothness is usually obtained, such as in, for example, a film of 
plastics or a plastics coated paper carrier layer. 

One reason why a high performance barrier property was not 
achieved in W097/16312 may be that the paperboard core layer lacked the 
requisite degree of impermeability so that the aqueous solution of starch 

15 which was employed may have penetrated the surface. This might have an 
adverse action in a number of ways. There may not then be a smooth and 
unbroken surface to the starch layer because of penetration as such into the 
paperboard. Alternatively, or additionally, drying of the paperboard to dry the 
starch layer may cause surface deformation of the paperboard and hence 

20 cracking of the starch layer. These problems are obviated when the starch is 
applied to a separate, smooth, impervious carrier layer which is 
subsequently laminated to the core layer. 

The paperboard used in W097/16312 would typically be expected to 
have had a surface smoothness of 500-600 Bendtsen. This may in itself 

25 have been sufficient to prevent the starch layer being smooth and unbroken 
or from having thin areas providing a path for oxygen transmission. 

In order to avoid cracks, punctures or deformations in the barrier 
composition layer of starch or starch derivative layer and inorganic laminar 
compound, it is preferred that the surface on to which it is applied is smooth, 

30 e.g. that the substrate surface has a smoothness of 200 Bendtsen or better 
(i.e. less ), e.g. from up to 150 Bendtsen, most preferably up to about 100 
Bendtsen. 

the materials described as carrier for use with starch can also be 
used with the other barrier materials used according to the first aspect of the 
35 invention. However, generally a plastics film carrier or a plastics coated thin 
paper carrier is preferred when using starch and the use of a thin paper or a 
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plastics coated thin paper carrier is preferred for barrier materials such as 
PVOH which may be Heated to temperatures well above 100 °C for drying 
and curing. 

Starch for use in the invention may be of any conventional type 
5 although certain starches provide better results than others under the 
conditions we have used. Modified potato starch is preferred, such as 
Raisamyl 306 (Raisio) which is hypochlorite oxidised. Other acceptable 
starches include corn starch and derivatives, such as Cerestar 05773 a 
hydroxypropylated corn starch. 

10 Starch derivatives that are suitable for use in the invention include 

oxidised starch, cationic starch and hydroxpropylated starch. 

It will be understood that when the gas barrier property of the 
packaging laminates of the invention is referred to as being provided by a 
particular material, e.g. a composition of starch or a starch derivative and an 

15 inorganic laminar compound, this does not exclude the case where the gas 
barrier property is the result of an interaction between the stated material 
and an adjacent layer in the laminate, rather than a bulk property of the 
stated material viewed in isolation. 

It may be that a contributing mechanism in the improvement in barrier 

20 property noted when polyethylene is applied at a high temperature to a layer 
of starch comes from penetration of polyethylene molecules into the starch, 
replacing water in starch crystals. Other polymers producing a similar effect 
may be used. 

Said plastics layer may be applied to said composition of starch or 
25 starch derivative and inorganic laminar compound by melt extrusion or may 
be applied as a pre-formed film by hot pressure lamination e.g. with a 
heated roller. Generally, any technique may be employed in accordance 
with this preferred embodiment that provides the required modification of the 
barrier property of the starch. 
30 Preferably said plastics layer is bonded to the layer of starch or starch 

derivative and inorganic laminar compound at a temperature of at least 200 
°C, preferably from 250 to 350 °C most preferably from 250 to 330 °C. 

According to a second aspect of the invention, a laminated packaging 
material is provided, which is produced according to the method of the 
35 invention. 
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According to a third aspect of the invention, a packaging container is 
produced by fold formation of a sheet or web-shaped laminated packaging 
material obtained by the method according to the invention. 

By applying, in a separate production stage, a liquid composition of a 
5 polymer dispersion or polymer solution and an inorganic laminar compound 
as a barrier layer on at least one side of a carrier layer and drying the barrier 
layer during heating for driving off the liquid medium, preferably water, and 
thereafter combining and permanently uniting the carrier layer with the 
applied, dried barrier layer to one side of the core layer, there will be 
10 realised a laminate packaging material with a barrier layer possessing 
superior barrier properties. 

Thanks to the fact that the barrier layer is not dried or cured at 
elevated temperature in connection with the lamination of the packaging 
material, the risk of excessive water absorption into the core layer and of 
15 drying of the core layer of paper or paperboard - with consequential risk of 
crack formation in the core layer - is wholly eliminated. 

Given that the plastics layer applied between the core layer and a 
paper carrier layer may include a substance serving as light barrier, ideally 
carbon black, a light barrier layer will be realised whose unattractive black 
20 appearance may be concealed in a layer between the core layer and a thin 
paper layer carrying the barrier layer. 

One important advantage of the method according to the aspect of 
the present invention is that the barrier layer produced in a separate stage 
may be employed in the production of a laminated packaging material in a 
25 corresponding manner and using corresponding production equipment as 
are employed today in the production of packaging materials with aluminium 
foil as the oxygen gas barrier. 

30 DETAILED DESCRIPTION OF THE INVENTION 

The present invention will now be described in greater detail 
hereinbelow, with the aid of non-restrictive examples of methods, as well as 
packaging laminates obtainable by the method, according to preferred 
embodiments of the present invention and with reference to the 

35 accompanying drawings, in which: 
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Fig. 1 schematically illustrates a method of producing a carrier layer 
with a barrier layer according to the present invention applied thereon; 

Fig. 2 schematically illustrates a method of producing a laminated 
packaging material according to the present invention; 
5 Fig. 3 is a cross sectional view through a laminated packaging 

material according to the present invention; 

Fig. 4 is a perspective view from above of a conventional, 
configurationally stable packaging container which is produced from a 
laminated packaging material according to the present invention; 
10 Fig. 5 (a.b.c.d) schematically illustrate cross-sections of four different 

packaging laminates according to specific embodimnets of the invention; 
and 

Fig. 6 (a.b.c.d) schematically illustrate the methods of manufacturing 
of the respective packaging laminates as described in Figure 5. 

15 Referring to the Drawings, Figs. 1 and 2 schematically illustrate a 

method according to the present invention chosen by way of example for 
producing a laminated packaging material 10 shown in Fig. 3. A web of a 
carrier layer 1 1 , for example of thin paper, which may preferably be coated 
with a thin layer of plastics, is unwound from a magazine reel 12 and led 

20 past an applicator 13 (ideally a liquid film coating apparatus) disposed 
adjacent the web, by means of which at least one barrier layer 14 of an 
aqueous composition comprising a dispersion or solution of a polymer and 
an inorganic laminar compound is applied on the one side of the carrier 
layer 11 in the form of a substantially cohesive barrier layer 14. In the case 

25 of a plastics coated paper carrier layer, the polymer dispersion or solution is 
preferably applied to the plastics coated side. The quantity of applied 
solution may vary, but is preferably in such an amount that a thoroughly 
integrated and substantially unbroken layer is formed after drying, for 
example approx. 0.5-20 g/m 2 , preferably 1-10 g/m 2 , based on dry weight. 

30 Where a composition of PVOH and inorganic laminar compound is 

used, the carrier layer 11 preferably consists of a layer of thin paper with a 
grammage of approx. 5-35 g/m 2 , preferably 7-25 g/m 2 , more preferably 10- 
20 g/m 2 , but may also be a plastics film. However, thin paper enjoys the 
advantage that it does not alter dimensions on temperature increases in 

35 connection with drying and possible curing, which does not apply to plastic. 
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Generally, where the polymer applied is to be cured at above about 130 °C, 
the use of plastics film as carrier layer is not recommended. 

The barrier layer 14 is applied on the carrier layer 1 1 in the form of an 
aqueous composition, comprising a polymer dispersion or polymer solution 
5 and an inorganic laminar compound, the composition including a polymer 
with those properties which are desired to be added to the packaging 
laminate in the form of a coated layer, for example a polymer v/ith functional 
hydroxyl groups, for instance polyvinyl alcohol, ethylene vinyl alcohol, 
starch, starch derivative, carboxy methyl cellulose and other cellulose 

1 0 derivates or mixtures thereof. 

The barrier layer 14 may also include a hydrophobic polymer as 
described in W097/22536, for example a styrene butadiene copolymer. 

The barrier layer 14 may also include a polymer with functional 
groups which are reactive with the functional hydroxyl groups in the above- 

15 mentioned polymer, for realising a cross-linked barrier layer 14. Such 
polymers may be polyolefins modified with carboxyl acid groups or graft 
copolymers with monomers containing carboxyl acid groups in an olefin 
homo- or copolymer. Alternatively, such polymers may be random selected 
copolymers of olefin monomers and monomers containing functional 

20 carboxylic acid groups, such as carboxylic acids, carboxyl ic acid anhydrides, 
metal salts of carboxylic acids or derivatives thereof. Specific examples of 
suitable functional polyolefins include polyethylene and polypropylene 
homo- or copolymers grafted with maleic acid anhydride, ethylene acrylic 
acid (EAA) or ethylene metacrylic acid (EMAA), or random selected 

25 copolymers. 

It is particularly preferred that the barrier layer 14 includes a mixture 
of polyvinyl alcohol, ethylene acrylic acid copolymer and an inorganic 
laminar compound. The mixing ratio between polyvinyl alcohol and ethylene 
acrylic acid copolymer in the barrier layer 14 should be such that the 

30 polyvinyl alcohol may form a blanket protection against gas transport in the 
packaging laminate, at the same time as the quantity of ethylene acrylic acid 
copolymer should be sufficient to form a cohesive phase which partly 
protects the polyvinyl alcohol and partly effectively counteracts or prevents 
the transport of liquid through the polymer of the barrier layer 14. 

35 According to another preferred embodiment, the barrier layer 14 

includes a mixture of starch and an inorganic laminar compound. 
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The web of carrier layer 1 1 is led, after coating, further past a drying 
apparatus 15, e.g. an IR drier or a hot air drier which acts on the coated side 
of the carrier layer 11 for driving off water and drying the applied barrier 
layer 14 at a web surface temperature of approx. 80-1 00°C, preferably 
5 approx. 90-95°C, and, where applicable, a curing temperature for cross- 
linking the functional groups included in the coated polymer mixture, a web 
surface temperature of up to approx. 190°C, preferably 170°C. 

Finally, the finished carrier layer 11 with the applied barrier layer 14 
is rolled up and may subsequently be stored or employed direct in a 

10 conventional lamination process for the production of a laminated packaging 
material 10 possessing superior barrier properties. 

The carrier layer 11 with the applied barrier layer 14 may ideally be 
employed for the production of packaging material 10 in a corresponding 
manner and using corresponding production equipment to that employed in 

15 the production of packaging material with aluminium foil as the barrier layer. 
Fig. 2 shows a web of a configurationally rigid but foldable core layer with a 
grammage of approx. 100-500 g/m 2 , preferably approx. 200-300 g/m 2 , 
which may be a conventional fibre layer of paper or paperboard of suitable 
packaging qualities. The core layer 16 is led through the nip between two 

20 rotating rollers 17 and is united with a web of carrier layer 11 with dried or 
cured barrier layer 14, during the application - employing an extruder 18 - of 
one or more layers of extrudable thermoplastic 19, preferably polyethylene, 
between the core layer 16 and the carrier layer 11. As shown, the barrier 
material 14 is preferably on the outer face of the carrier layer but it may 

25 alternatively be on the inner face. 

The thus laminated web is finally led through the nip between two 
rotating rollers 20 under the simultaneous application of thin layers 21, 22 of 
extrudable thermoplastics, preferably polyethylene, against both outer sides 
of the web employing extruders 23, the finished laminated packaging 

30 material 10 according to the present invention obtaining the cross-sectional 
structure schematically shown in Fig. 3. Alternatively, two extruders 23 may 
be disposed in sequence for the consecutive extrusion of thin layers 21 and 
22 of thermoplastic on the respective outer sides of the laminated web. 

The two plastics layers 21 and 22 have for their purpose, on the one 

35 hand, to protect the packaging material 10 from the penetration of moisture 
and damp from the outside and, also the crucial function of rendering the 
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packaging material sealabie by conventional so-called thermosealing, 
whereby mutually facing layers of plastic may be joined together under the 
supply of heat and pressure by surface fusion. The thermosealing operation 
realises mechanically strong, liquid-tight sealing joints during the conversion 

5 of the packaging material into finished packaging containers. 

The outer plastics layer 22 which is applied on the packaging material 
10 on that side of the core layer 16 which, in the finished packaging 
container, is intended to be turned to face towards the outside may be 
provided with a suitable print of a decorative and/or informative nature for 

10 identifying a packed product. 

From the laminated packaging material according to the present 
invention, liquid-tight, dimensionally stable packages possessing superior 
oxygen gas barrier properties may be produced employing known packaging 
and filling machines which, in a continuous process : form, fill and seal the 

15 material into finished packages 50. An example of such a conventional, 
packaging container 50 is shown in Fig. 4. 

By first uniting the longitudinal edges of a web-shaped laminated 
packaging material 10 into a tube which is filled with the contemplated 
contents, whereafter individual packages 50 are separated from the web by 

20 repeated transverse sealing of the tube below the level of the contents. The 
packages 50 are separated from one another by incisions in the transverse 
sealing zones and obtain the desired geometric configuration, normally 
parallelepipedic, by a final fold formation and sealing operation. 

It should be noted that the various packaging laminates according to 

25 the invention may comprise a multiple number of layers in addition to those 
shown in the drawings. It will thus be obvious to a person skilled in the art 
that the number of layers may vary and that the description of the illustrated 
embodiments should not, therefore, be considered as restrictive of the 
present invention. 

30 Figure 5a schematically illustrates a cross-section of a packaging 

laminate according to a simple embodiment of the invention, carrying the 
generic reference numeral 10a, while Figure 6a schematically illustrates the 
method (denoted 20a) of manufacturing of the carrier layer structure used in 
the laminate 10a. The laminate 10a comprises a carrier layer 11, whose 

35 surface has a smooth, essentially non-absorbing texture. The carrier layer 
11 may be a plastics film or a thin paper having said surface qualities. A thin 
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paper substrate having a surface weight of about 5-35 g/m2 is not able to 
absorb much from the liquid barrier composition, both since it is very thin 
and since such commercially available thin papers usually have very smooth 
and glossy, hard surfaces. A particularly suitable paper for this purpose is 
5 so-called glassine paper, which, however, is rather expensive compared to 
other commercially available papers. Suitably, the paper may be MG Kraft 
paper (Munksjo) of from about 5 to about 35 g/m2 surface weight, MG 
indicating that the paper is smooth on one surface, which is where the starch 
should be applied preferably. When the barrier composition includes starch 

10 or a starch derivative, the carrier layer 1 1 most preferably is a plastics film or 
a plastics coated thin paper carrier since it has the most advantageous 
surface properties. 

A thin layer of an aqueous composition, comprising a solution or 
dispersion of starch and an inorganic laminar compound, is applied on to the 

15 upper side of a web of substrate layer 1 1 , which is led in the direction of the 
arrow from a magazine reel (not shown) to a coating station 13a. The 
aqueous composition is preferably applied by means of liquid film coating 
technology, also called "dispersion coating" or "wet coating", which is well 
known in the prior art of coating of aqueous solutions and dispersions, but 

20 also other coating methods are feasible according to the invention, 

depending on the viscosity of the composition. The aqueous composition 
including starch preferably is applied in such a quantity that the applied and 
dried barrier layer 14 has a thickness/surface weight of from about 0.5 to 
about 3 g/m2. 

25 The web coated with aqueous solution is led further to a drying 

station 1 5a at which the web is dried with aid of a drying apparatus for 
removing water from the applied aqueous starch solution. Drying may be 
carried out by any conventional drying apparatus such as an infra-red (IR) 
drier or an air drier. Preferably, drying takes place at a temperature of about 

30 80-1 00°C. 

From the drying station the dried web, having an upper layer 14 of 
starch and inorganic laminar compound, is led further to an extruder station 
at 23a at which the web and barrier layer is further laminated to a layer of 
plastics 21. The lamination of the starch surface to the plastics layer is 
35 carried out by means of surface fusion between the plastics layer and the 
layer including starch 14, which is obtained by simultaneous application of 
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heat and the plastics. Preferably, molten polymer is extruded on to the dried 
starch layer at the same time as the web is led through the nip between two 
rotary cooling rollers 24a, thus forming a finished packaging laminate 
providing the upper three layers of the packaging laminate 10a as shown by 
5 a cross-section view in Figure 5a, having an outer layer of plastics 21 , 
laminated to the starch layer 14. The extruded plastics material is 
(preferably) a thermoplastic polymer, preferably a polyethylene and most 
preferably LDPE, which enables efficient conversion of the packaging 
laminate 10a into liquid-tight, dimensionally stable packages by heat 

10 sealing. The extrusion temperature should be at least 200°C, preferably 
from about 250°C to about 330°C. 

Alternatively, said surface fusion between the starch layer 14 and the 
plastic layer 21 may be obtained by laminating a pre-manufactured film of 
thermoplastic to the dried starch layer 14 by means of simultaneous 

15 application of heat and pressure, preferably by means of leading the starch- 
coated substrate and the plastic film together through a hot roller nip, 
whereby the temperature supplied by the hot rollers is at least 200°C and up 
to about 350°C, preferably from about 250°C to about 330°C. 

The three layer laminates so produced may then be laminated to a 

20 paperboard core 16 as shown in Figure 5a, by means of extrusion 

lamination with an intermediate layer 19 of thermoplastic polymer, preferably 
polyethylene, to produce the packaging laminate 10a. 

Figure 5b schematically illustrates a cross-section of a packaging 
laminate 10b according to another embodiment of the invention and Figure 

25 6b schematically illustrates the method (denoted 20b) of manufacturing of 
the laminate 10b. 

According to this embodiment of the invention, the substrate or carrier 
layer 1 1 is coated on both sides by an aqueous barrier composition in the 
same way as described in the embodiment of Figures 5a and 6a. 

30 Consequently, the packaging laminate 10b, which has been 

manufactured by the method of Figure 6b, comprises a carrier layer 11 as 
defined above, a thin layer of barrier composition (14, 14') applied on to 
each side of the substrate layer 1 1 and the outer layers of plastics (21, 21 ') 
laminated to the outer sides of respective barrier layer. In the case of starch 

35 in the barrier layer, the outer layers of plastics are applied by means of 
surface fusion with the starch barrier layer obtained by simultaneous 
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application of heat as described above. With such a layer structure, a 
double gas barrier effect should be obtained. 

Accordingly, with the method of Figure 6b, a thin layer of an aqueous 
barrier composition is applied on to each side of a web of a carrier layer 1 1 , 
5 which is led in the direction of the arrow from a magazine reel (not shown) to 
a coating station 13b. An aqueous composition including starch and an 
inorganic laminar compound is preferably applied by means of dispersion 
coating technology in such a quantity on to each side of the substrate layer 
11, that the applied and dried starch layers 14, 14' each have a 
10 thickness/surface weight of from about 0.5 to about 3 g/m2. 

An aqueous composition including PVOH and an inorganic laminar 
compound is preferably applied in such a quantity that the applied and dried 
starch layers 14, 14' each have a thickness/surface weight of from about 1 
to about 10 g/m2. 

15 The web coated with aqueous solution is led further to a drying 

station 15b at which the web is dried with the aid of a drying apparatus for 
removing water from the applied layers of aqueous starch solution. 
Preferably, drying takes place at a temperature of about 80-1 00°C, as 
described above. Optionally, the dried barrier layer is then cured at a higher 

20 temperature as described above. 

From the drying station the dried web, having an upper barrier layer 
14 and a lower barrier layer 14', is led further via a bending roller 25 to an 
extruder station at 23b at which the web is further coated with a layer of 
plastics on each side. Thus the layers of plastics 21 and 21 * are applied by 

25 means of respective extruders 26, 27 operating on each side of the web. 
The molten polymer is extruded on to the dried barrier layers at the same 
time as the web is led through the nip between two rotary cooling rollers 
24b, in principle as described above, thus forming a finished packaging 
laminate 10b as shown by a cross-section view in Figure 5b. The laminate 

30 10b is united with a core layer and formed to a finished package as shown in 
Figure 4. 

Figure 5c thus schematically illustrates a cross-section of a 
packaging laminate 10c according to an alternative embodiment of the 
invention while Figure 6c schematically illustrates the method (denoted 20c) 
35 of manufacturing of the laminate 1 0c. 
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A paper or paperboard core layer for use in the invention usually has 
a thickness of from about 100 pm up to about 400 pm, and a surface weight 
of approximately 100-500 g/m2, preferably about 200-300 g/m2. 

According to the method 20c, a first web of the core layer 1 6, is led in 

5 the direction of the arrow from a magazine reel (not shown) to an extrusion 
lamination station 28 at which a second web of the substrate layer 1 1 having 
a dried layer of barrier composition applied on to each side 14, 14' is 
superposed and laminated to the core layer by means of an intermediate 
melt extruded lamination layer 19 of a thermoplastics polymer, preferably a 

10 polyethylene and most preferably LDPE. 

The web of laminated core, barrier and carrier layers 16' is further led 
to an extruder station 29 at which an outer layer of thermoplastics 21 ,22, 
such as preferably LDPE, is further extruded on to each side of the laminate 
16\ such that the barrier layer on the outer side of the substrate layer 11, 

15 which is opposite to the side which is laminated to the core layer, as well as 
the opposite side of the core layer 16, are both coated by the extruded 
thermoplastics, thus forming layers 21 and 22. 

Suitable thermoplastics for the outer layer 14 are polyolefins, 
preferably polyethylenes and most preferably low density polyethylenes 

20 such as, for example LDPE, linear LDPE (LLDPE) or single site catalyst 

metallocene polyethylenes (m-PE). The outer layer 22, which eventually will 
form the outside of the packaging container manufactured from the 
packaging laminate, may alternatively be applied on to the core web 16 in a 
step before the coating and drying steps of the barrier composition. 

25 Figure 5d schematically illustrates a cross-section of a packaging 

laminate 10d according to another embodiment of the invention while Figure 
6d schematically illustrates the method (denoted 20d) of manufacturing of 
the laminate 10d. The packaging laminate 10d is manufactured by applying 
and drying of a thin layer of an aqueous barrier composition comprising a 

30 dispersion or solution of a polymer and an inorganic laminar compound 14 
on to the upper side of a carrier layer 1 1 , which is constituted of a plastic 
film, as described in the method 20a above, in an initial step. 

According to the method 20d, a first web of the core layer 16, is led in 
the direction of the arrow from a magazine reel (not shown) to an extrusion 

35 lamination station 28' at which a second web of the carrier layer 1 1 having a 
dried layer of barrier composition applied on to one side, is super-posed 
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such that the barrier layer 14 is directed towards the core layer and 
laminated to the core layer by means of an intermediate melt extruded 
lamination layer of a thermoplastics polymer, preferably a polyethylene and 
most preferably LDPE. The carrier layer 1 1 , i.e. the plastics film, may form 
5 an outer layer of the packaging laminate to be directed inwards in a 

packaging container manufactured therefrom, thus providing a container 
inside layer. In a final extruder station 29', the outer thermoplastic layer 17 is 
applied by means of extrusion coating. 

A problem of the laminates for example described in W097/16312 is 

10 that their manufacture would require completely different machinery in the 
lamination and converting process to that of the paperboard laminates using 
aluminium foil as a gas barrier which are in conventional use. Such 
packaging laminates are made by extrusion laminating a paper board 
substrate to the barrier foil using polyethylene. In contrast, as can be seen 

15 from the above, a carrier layer of plastics or thin paper bearing a barrier 
composition comprising a hydrogen-bonding polymer and an inorganic 
laminar compound coating on one or both faces, with or without plastics 
already applied to the starch layer or to one or both of them, can simply be 
substituted for the aluminium foil in conventional machinery with minor 

20 adjustment. The preparation of the gas barrier bearing carrier material can 
be done completely separately in another facility if need be so that an 
existing converting line in a factory can readily be adapted to use the new 
materials. 

Thus a further important advantage by a preferred embodiment of the 
25 method illustrated, is that the steps of application and drying of the liquid 

gas barrier composition may be performed off the lamination processing line, 
thus avoiding costly modifications and re-construction of the lamination 
equipment in the manufacturing of packaging laminates having a core layer. 
By applying the barrier layer on to a thin carrier layer such as a plastics film 
30 or a thin paper having a smooth, essentially non-absorbing surface, in the 
sub-sequence lamination with further layers of plastics and a core layer, the 
lamination operation may be performed using the same equipment and 
process as is used today, when laminating for example aluminium foil and 
inside layers. 

35 From sheet or web-shaped, preferably pre-creased and colour 

decorated, blanks of the packaging laminate 10, liquid-tight, dimensionally 
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stable packages of the single-use disposable type are produced in 
accordance with conventional "form-fill-seal" technology, according to which 
the packages are formed, filled and sealed by means of modern, rational 
packaging and filling machines. From, for example, a web of the packaging 

5 laminate, such packages are produced in that the web is first reformed into a 
tube, by both longitudinal edges of the tube being united with another by 
heat sealing in a longitudinal overlap joint seal. The tube is filled with the 
pertinent contents, for example liquid food, and is divided into individual 
packages by repeated transverse sealings of the tube, transversely across 

10 the longitudinal axis of the tube, beneath the level of the contents in the 
tube. The packages are finally separated from one another by transverse 
incisions along the transverse seals, thus forming pillow-shaped sealed 
packages. The pillow-shaped packages may be distributed as such or first 
be given a desired geometric, normally parallelepipedic form by an 

15 additional forming and heat-sealing operation in a per se knov/n manner. 

Using the methods and materials described above by applying an 
aqueous barrier composition comprising a dispersion/ solution of starch or a 
derivative and an inorganic laminar compound on to a substrate layer for 
supporting the barrier layer, which consists of a specifically chosen material, 

20 in combination with subsequent drying and lamination to a layer of plastics 
by heat fusion of the plastics surface, highly improved oxygen gas barrier 
properties are obtained in packaging laminates compared to those of 
W097/16312. The improvement in the gas barrier properties of the 
laminated barrier layer has been improved radically into an excellent so- 

25 called high performance barrier layer. The best gas barrier results have 
been obtained when the substrate layer consists of a polymer or has a 
polymer coated surface, but also a thin paper layer having a surface weight 
of approximately 7-35 g/m2 with smooth, essentially non-absorbing surfaces, 
will provide improved gas barrier properties compared to those previously 

30 known in connection with compositions including starch. 

Optimal gas barrier properties in the case of a barrier composition 
comprising starch are obtained when using a carrier layer of plastics or 
having a surface of plastics are, which is believed to be at least partly the 
result of the quality of the surface, i.e. smoothness and liquid repellence. 

35 Whilst the mechanism of the effect obtained using a fusion bonded interface 
between starch polymer and plastics layers is not fully understood, the 
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optimal gas barrier properties may also partly be the result of there being 
such an interface formed on both sides of the starch-containing layer, since 
the carrier layer to which the starch-containing composition is applied is a 
plastics layer and the same kind of phenomenon may occur at this interface 
5 upon the application of heat to the starch-containing layers and plastics 
layers. 

A starch-containing gas barrier layer according to the invention is 
advantageously applied in an amount of from about 0.5 to 5 g/m2, dry 
weight. At amounts lower than 0.5 g/m2, the tolerances of the layer 

10 thickness as well as the gas barrier properties will become less reliable. On 
the other hand, at amounts exceeding about 3 g/m2, the risks that the 
starch-based barrier layer may become brittle and inflexible will increase. 
However, amounts applied of up to about 5 g/m2 t dry weight, are possible 
and for some type of packages and uses even higher amounts might be 

15 acceptable. The gas barrier property of the starch-composition layer 

generally improves with increasing thickness. The optimal and preferred 
applied amount of starch ranges from about 1.5 to about 2 g/m2. 

Preparation Example 1 

20 An aqueous dispersion of from about 1-5 weight % exfoliated flake- 

shaped mineral particles (natural, e.g. Montmorillonite, or synthetic, e.g. 
Laponite) having an aspect ratio of about 50-5000, is blended with an 
aqueous solution of about 5-30 weight % of PVOH (having a molecular 
weight of 16000-200000 g/mol and a saponification degree of 95-100 %) at 

25 60-90 °C during 2-8 hours. The dispersion of exfoliated laminar mineral 
particles may be stabilised by means of a stabiliser additive. Alternatively, 
the laminar mineral particles are exfoliated in the PVOH-solution at 60-90 °C 
during 2-8 hours. Aqueous ethylene acrylic acid copolymer dispersion is 
added to the aqueous mixture of PVOH and mineral particles. The resulting 

30 mixture is dispersion coated by from about 1 to about 10 g/m2 based on dry 
coating weight onto a thin plastic coated paper carrier layer. The wet coating 
is applied as a solution/dispersion in water and dried at a v/eb surface 
temperature of 100-150°C followed by curing at 170-190 °C. 



35 
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Preparation Example 2 

In preparing the barrier material/carrier material element, starch was 
prepared for use in coating from a dry powder state by mixing 10 wt% of 
starch with water at ambient temperature to form a slurry. 
5 An aqueous dispersion of from about 1-5 weight % exfoliated flake- 

shaped mineral particles (natural, e.g. Montmorillonite, or synthetic, e.g. 
Laponite) having an aspect ratio of about 50-5000, is blended with the 
aqueous solution/dispersion of starch at 60-90 °C during 2-8 hours. The 
dispersion of exfoliated laminar mineral particles may be stabilised by 

10 means of a stabiliser additive. Alternatively, the laminar mineral particles are 
exfoliated in the starch slurry at 60-90 °C during 2-8 hours. 

The resulting slurry of starch and mineral particles was heated with 
mixing to from 90 to 95°C and kept at that temperature for 30 minutes. 
During heating the starch swelled. 

15 If possible, e.g. with Raisamyl 306 (Raisio), the starch was cooled to 

ambient before use in coating. However, where this would have caused the 
starch to gel, e.g. with CERESTAR, the starch composition was coated hot 
(60°). 

A wet weight of approximately ten times the desired dry coating 
20 weight was applied to the carrier layer in web form by means of a liquid film 
coating/dispersion coating method. 

For the starch-containing composition a first drying stage using IR 
heating to a web surface temperature of 80 to 100°C was used to speed the 
drying process followed by a hot air drying step in which the starch coating 
25 was hot air dried at web speed of 1 m/min at a temperature of 1 1 0°C. 

Generally, a web surface temperature of 80 to 110°C is suitable depending 
on the linespeed. 

Preferably, the dried starch layer was extrusion coated with LDPE. 
About 25 g/m2 of LDPE was extruded on to the dried starch layer at about 
30 200 m/minute, 325°C, cooling roller at 10-15°C, as above. The distance 

between the extrusion die to the web was normally 10-30 cm. The extruded 
LDPE hit the web just before entering between the cooling roller and the 
counter pressure roller. 

It will be obvious to a person skilled in the art that the present 
35 invention is not restricted to the illustrated embodiment, but that various 

modifications and alterations thereof may be put into effect without departing 
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from the scope of the inventive concept as this is defined in the appended 
claims. For example, the packaging material structures illustrated are 
naturally, not restricted to the illustrated number of layers, but this number 
may be both greater and smaller, and may also be freely varied in response 
5 to the desired filed of use of the packaging material. 
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WHAT IS CLAIMED IS: 

1. A method of producing a laminated packaging material (10) 
comprising a core layer (16) of paper or paperboard and a barrier layer (14) 

5 applied on one side of the core layer, characterised in that a liquid barrier 
composition including a dispersion or solution of a polymer and an inorganic 
laminar compound is applied as a barrier layer (14) on at least one side of a 
carrier layer (11) and is dried during heating for driving off the dispersant or 
solvent, whereafter the carrier layer (11) with the applied, dried barrier layer 
10 (14) is combined and permanently united with one side of the core layer 
(16). 

2. A method as claimed in Claim 1, characterised in that said 
inorganic laminar compound is dispersed to an exfoliated and delaminated 

15 state in the liquid barrier composition and in the dried barrier layer. 

3. A method as claimed in any one of Claims 1 or 2, characterised in 
that said barrier layer (14) is applied by means of liquid film coating with a 
liquid barrier polymer composition further including an inorganic laminar 

20 compound. 

4. A method as claimed in any one of Claims 1-3, characterised in 
that the barrier layer (14) includes from about 1 to about 30 weight % of the 
inorganic laminar compound, based on dry coating weight. 

25 

5. A method as claimed in any one of Claims 1-4, characterised in 
that the barrier layer (14) includes from about 70 to about 99 v/eight % of 
polymer, based on dry coating weight. 

30 6. A method as claimed in any one of Claims 1-5, characterised in 

that the amount of the liquid gas barrier composition coated onto the carrier 
layer is from about 1 to about 10 g/m 2 based on dry coating \veight. 

7. A method as claimed in any one of Claims 1-6, characterised in 
35 that the liquid gas barrier composition applied as barrier layer (14) includes 
a polymer with functional hydroxy! groups. 
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8. A method as claimed in Claim 7, characterised in that said 
polymer with functional hydroxyl groups is selected from among polyvinyl 
alcohol, ethylene vinyl alcohol, starch, starch derivatives, carboxyl methyl 

5 cellulose and other cellulose derivatives, or a mixture of two or more thereof. 

9. A method as claimed in any one of Claims 1 to 8, characterised in 
that said liquid gas barrier composition applied as barrier layer (14) is dried 
and optionally cured at a temperature of approx. 80-230°C. 

10 

10. A method as claimed in any one of Claims 1 to 9, characterised 
in that said liquid gas barrier composition applied as barrier layer (14) also 
includes a polymer with functional carboxylic acid groups. 

15 11. A method as claimed in Claim 10, characterised in that said 

polymer with functional carboxylic acid groups is selected from among 
ethylene acrylic acid copolymer and ethylene methacrylic acid copolymer or 
mixtures thereof. 

20 12. A method as claimed in Claim 11, characterised in that said 

barrier layer (14) substantially consists of a mixture of polyvinyl alcohol, 
ethylene acrylic acid copolymer and the inorganic laminar compound. 

13. A method as claimed in any one of Claims 1 to 11 ? characterised 
25 in that the barrier layer (14) substantially consists of a mixture of starch or 

starch derivative and the inorganic laminar compound. 

14. A method as claimed in any one of the preceding Claims, 
characterised in that the dried barrier layer (14) is cured at a v/eb surface 

30 temperature of up to 1 90°C. 

15. A method as claimed in any one of the preceding Claims, 
characterised in that the liquid barrier composition is applied as a barrier 
layer (14) is dried at a web surface temperature of 140 to 160 °C and is 

35 cured at a web surface temperature of from 170 to 1S0 °C. 
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16. A method as claimed in any one of the preceding Claims, 
characterised in that said carrier layer (11) consists of paper. 

17. A method as claimed in any one of the preceding Claims, 
characterised in that said carrier layer (11) consists of paper v/ith a 



18. A method as claimed in any one of the preceding Claims, 
characterised in that said carrier layer (11) consists of plastic coated 
paper. 

19. A method as claimed in any one of the preceding Claims, 
characterised in that the carrier layer (11) bearing at least one barrier layer 
(14) is combined and united with the core layer by extrusion of a layer of 
thermoplastics (19) therebetween. 

20. A method as claimed in any one of the preceding Claims, 
characterised in that the carrier layer (11) bears a said barrier layer (14) 
on one side thereof and is combined with the core layer (16) by extrusion of 
a layer of thermoplastics between the carrier layer and the core layer. 

21. A method as claimed in Claim 20, characterised in that an outer 
layer (21) of thermoplastics is applied on the barrier layer (14) by means of 
extrusion. 

22. A method as claimed in Claim 20, characterised in that the 
carrier layer (11) bears a said barrier layer (14) on one or both sides and is 
combined with the core layer by extrusion of a layer of thermoplastics (19) 
between the core layer and a said barrier layer. 

23. A method as claimed in Claim 22, characterised in that the 
carrier layer bears a said barrier layer on both sides thereof and a layer of 
thermoplastics is applied to the outer layer of barrier materia! by extrusion. 



grammage of approx. 5-35 g/m 2 . 



35 24. A method as claimed in any one of the preceding Claims, 

characterised in that the layer (19) of plastics applied between the core 
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layer (16) and the carrier layer (11) or a said barrier layer (14) includes a 
substance functioning as light barrier. 

25. A laminated packaging material (10), characterised in that it is 
5 produced by the method as claimed in any of Claims 1 to 23. 

26. A packaging container (50), characterised in that it is produced 
by fold formation of a sheet or web-shaped laminated packaging material 
(10) as claimed in Claim 24. 
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